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(54) RELEASE PAPER AND SYNTHETIC LEATHER MANUFACTURED USING THE SAME 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide release paper 
capable of uniformly forming a high-order mattelayer on 
the surface of synthetic leather and excellent in 
releasability, and to also provide the synthetic leather 
manufactured using the release paper and having a 
uniform high-order matte surface with good productivity. 

SOLUTION: The release paper 10 is constituted by 
providing a releasable smoothing layer 2 on one surface 
of substrate paper and applying a coating solution of a 
resin composition, which is prepared by uniformly 
dispersing inorganic and/or organic fine particles in a 
releasable resin, thereto to form a release layer 3 having 
fine unevenness with an arithmetic average roughness 
(Ra) of 0.5-1 5 \xn\ on its surface. Further, the synthetic 
leather (PVC leather, PU leather or the like) is 
manufactured using the release paper 10 by a known 
paste coating method or a dry method. 
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* NOTICES *' 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3 In the drawings, any words are not translated. 

CLAIMS 
[Claim(s)] 

[Claim 1 ] The release paper characterized by being formed by the coat of the mold-release characteristic resin with 
which this mold release layer contains an inorganic and/or organic particle, and being formed so that the arithmetic 
mean granularity (Ra) of a mold release layer front face may be set to 0.5-15 micrometers in the release paper 
formed in the mold release layer prepared in one field of base material paper and this base material paper at least 
while a mold-release characteristic smoothing layer is prepared between this base material paper and a mold release 
layer. 

[Claim 2] The release paper according to claim 1 characterized by forming said mold-release characteristic 
smoothing layer with the resin constituent which made the leveling agent contain except for an inorganic and/or 
organic particle from the resin constituent of said mold release layer. 

[Claim 3] The release paper according to claim 1 or 2 characterized by said particles being a silica, a calcium 
carbonate, any one sort of particles of the talc, or a particle that mixed two or more sorts. 
[Claim 4] Synthetic leather manufactured using said release paper according to claim 1 to 3. 

[Translation done.] 
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JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] About the synthetic leather manufactured using a release paper and it, this invention is a 
release paper used in more detail in order to manufacture synthetic leather, and uniform and detailed irregularity is 
prepared in the mold release layer front face of a release paper, and it relates to the release paper which can form 
the front face of a uniform mat tone on the surface of synthetic leather, and synthetic leather equipped with the front 
face of the mat [ which was manufactured using it ] tone which was uniform and was excellent. 
[0002] 

[Description of the Prior Art] There are a polyurethane leather (henceforth, PU leather), semi artificial leather, 
polyvinyl chloride leather (henceforth, PVC leather), etc. in the synthetic leather currently manufactured from the 
former. As the manufacture approach of PU leather, paste-like the polyurethane resin for epidermis layers is applied 
on a release paper, and after making it dry and solidify, for example, stick with a base fabric using 2 liquid reaction 
type polyurethane adhesive, and make it react in the 50-70-degree C aging interior of a room for two to three days, 
the method of removing a release paper and manufacturing PU leather is, for example. 

[0003] Moreover, as the manufacture approach of semi artificial leather, paste-like the polyurethane resin for 
epidermis layers is applied on a release paper, after making it dry and solidify, a polyvinyl chloride foaming layer is 
formed and there is a method of removing a release paper and manufacturing semi artificial leather a base fabric, 
lamination, and after that. And after making a polyvinyl chloride sol apply and heat and gel on a release paper as 
the manufacture approach of a PVC leather, a polyvinyl chloride foaming layer is formed and there is a method of 
removing a release paper and manufacturing a PVC leather a base fabric, lamination, and after that. 
[0004] The release paper (PP type) which made it base material paper as a release paper used by the manufacture 
approach of such synthetic leather, made the laminating of the polypropylene (PP) to about 20-50 micrometers in 
thickness as a mold release layer, for example for manufacture of PU leather, and was formed is used. Moreover, 
the release paper (methyl pentene system resin type) which carried out the laminating of the methyl pentene system 
resin, and formed it in base material paper as a mold release layer at about 20-50 micrometers in thickness, or the 
release paper (acrylic resin type) which carried out the laminating of the acrylic resin and formed it in base material 
paper as a mold release layer at about 20-120 micrometers in thickness is used for manufacture of semi artificial 
leather or a PVC leather. Furthermore, the release paper (silicone resin type) which carried out the laminating of the 
silicone resin to base material paper as a mold release layer is also used. 

[0005] In order that the synthetic leather manufactured using such a release paper may raise added value, such as an 
appearance of the front face, tactile feeling, and design nature, mold attachment processing of various concavo- 
convex patterns etc. is performed, and the approach of carrying out the allocated type of the concavo-convex pattern 
made into the purpose on the surface of synthetic leather is taken by having given mold attachment of male-and- 
female reverse to the mold release stratification plane of a release paper with the irregularity of synthetic leather, 
and usually manufacturing synthetic leather using ** and its release paper. The embossing roll which there is mold 
attachment processing of a mat tone as one of such the mold attachment processings, for example, prepared the 
detailed irregularity of a mat tone in the front face is produced, concavo-convex processing of a mat tone is 
performed to the mold release layer of a release paper with the embossing roll, and the approach of carrying out the 
allocated type of the detailed irregularity of a mat tone on the surface of synthetic leather using the release paper is 
taken. 
[0006] 

[Problem(s) to be Solved by the Invention] However, in the case of this approach, production of an embossing roll 
took time and effort and time amount, and costs were also high, and especially the thing for which it is necessary to 
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form detailed and deep irregularity in a large area at homogeneity, and such an embossing roll is produced when an 
advanced mat tone is demanded, although it is satisfactory in a general mat tone also about the level of a mat tone 
had technically high difficulty. In order to solve this problem, the approach of replacing with an embossing method 
and forming the detailed irregularity of a mat tone in the mold release stratification plane of a release paper by the 
coating method is studied. According to this approach, detailed irregularity can be formed in the front face of a 
mold release layer by, making the resin of a mold release layer distribute a particle with detailed proper 
configuration and particle diameter for example, producing coating liquid, and making the front face of base 
material paper apply and dry this. 

[0007] However, also by this approach, although formation of detailed irregularity was possible, there was a 
problem which lacks in homogeneity. Although it was thought that this originated in the lack of smooth nature of 
the front face of base material paper, when synthetic leather was actually produced using this release paper and a 
release paper was finally exfoliated, exfoliation drag force is large, and there was an industrial production top 
problem, and there was also a problem which the resin of the epidermis layer of synthetic leather is torn off by the 
crevice of detailed irregularity, and remains. For this reason, although the high cast coated paper of smooth nature 
was used as base material paper, it was still completely unsolvable. 

[0008] The place which it is made in order that this invention may solve such a trouble, and is made into the 
purpose It is the release paper which can form the front face of the mat tone which was excellent on the surface of 
synthetic leather. When uniform and detailed irregularity is formed in the mold release layer front face of a release 
paper and it is manufacture of synthetic leather, Without detachability with the resin of the epidermis layer of 
synthetic leather being good, and the resin of an epidermis layer remaining in detailed concave heights It is in 
offering the synthetic leather which has the front face of the mat tone which was uniform and was excellent with 
sufficient productivity by offering the release paper which can carry out repetitive manufacturing of the synthetic 
leather which has the front face of the outstanding mat tone with cheaply and sufficient productivity, and 
manufacturing synthetic leather using the release paper. 
[0009] 

[Means for Solving the Problem] The above-mentioned technical problem is solvable with the following this 
inventions. Namely, in the release paper formed in the mold release layer prepared in one field of base material 
paper and this base material paper at least, while a mold-release characteristic smoothing layer is prepared between 
this base material paper and a mold release layer, invention indicated to claim 1 It consists of a release paper 
characterized by being formed by the coat of the mold-release characteristic resin with which this mold release 
layer contains an inorganic and/or organic particle, and being formed so that the arithmetic mean granularity (Ra) of 
a mold release layer front face may be set to 0.5-15 micrometers. 

[0010] In order to form the front face of synthetic leather in a good mat tone, it is desirable that the arithmetic mean 
granularity (Ra) of a mold release layer front face is 0.5-15 micrometers. Since granularity is too large and separates 
also from an exterior from a feeling of a mat when granularity runs short of arithmetic mean granularity (Ra) in the 
case of less than 0.5 micrometers, and the front face of a good mat tone is not obtained and it exceeds 15 
micrometers, it is not desirable. 

[001 1] Moreover, it sets to this invention and the arithmetic mean granularity (Ra) of a mold release layer front face 
is JIS. It measures based on a B0601-1994"surface roughness-definition and a display." 
(Measuring condition) 

tip radius [ of a sensing pin ]: - 5-micrometer load: - 4mN cut-off value: - the certified value indicated in Table 1 
is chosen. 

Evaluation die length: Choose the certified value indicated in Table 1. 

Measuring equipment:] by surface roughness measuring device Suftest-201[Mitutoyo Corp. 

[0012] 

[Table 1] 



http://www4.ipdl.ncipi.go.jp/cgi-bin/tran_web_cgi_ejje 6/26/2006 



JP,2002-361815,A [DETAILED DESCRIPTION] Page 3 of 8 



Ra olfiH (tftn) 


(mm) 


In 

II 

(mm) 






(0. 0 0 6) 


0.0 2 


0. 0 8 


0. 4 


0.0 2 


0. 1 


0.2 5 


1 . 2 5 


0. 1 


2. 0 


0. 8 


4 


2. 0 


1 0. 0 


2. 5 


1 2. 5 


1 0. 0 


8 0. 0 


8 


4 0 



[0013] The following operation effectiveness can be acquired by taking the above configurations. 
** Since detailed irregularity required for formation of a mat tone, i.e., the concave convex whose arithmetic mean 
granularity (Ra) is 0.5-15 micrometers, can be formed in the front face of a mold release layer by the coating 
method of coating liquid, while not producing an expensive embossing roll and being able to reduce a 
manufacturing cost, a mat type release paper can be manufactured with easily and sufficient productivity. 
** Since the mold-release characteristic smoothing layer is prepared between base material paper and a mold 
release layer, even when the smooth nature of base material paper is inadequate, this can be compensated, smooth 
nature can improve, and, thereby, the arithmetic mean granularity (Ra) by the inorganic and/or organic particle can 
form in the front face of a mold release layer at homogeneity the concave convex which is 0.5-15 micrometers. 
Therefore, a release paper can be easily removed from synthetic leather, without the exfoliation drag force at the 
time of exfoliating a release paper after synthetic leather manufacture becoming large, while it is uniform on the 
surface of synthetic leather and being able to carry out the allocated type of the front face of the outstanding mat 
tone. 

** Although the mold-release characteristic of a mold-release characteristic smoothing layer is not necessarily 
required, even when a spot-omission etc. is produced in the mold release layer formed on it, the exfoliation drag 
force at the time of a mold-release characteristic not being spoiled and exfoliating a release paper after manufacture 
of synthetic leather can be small maintained much more certainly by giving a mold-release characteristic again. 
Therefore, since thickness of a mold release layer can be made thin in the minimum thickness required for concavo- 
convex formation of a mat tone, productivity can be raised, without drying [ in the case of coating ] falling. 
[0014] It consists of a release paper according to claim 1 characterized by forming invention indicated to claim 2 
with the resin constituent with which said mold-release characteristic smoothing layer made the leveling agent 
contain except for an inorganic and/or organic particle from the resin constituent of said mold release layer. 
[0015] the operation effectiveness of invention indicated to said claim 1 by taking such a configuration — in 
addition, the resin as a mold release layer with the same mold-release characteristic smoothing layer — and since it 
is formed with the resin constituent which added the leveling agent, while the smooth nature of base material paper 
can be improved, it also has a mold-release characteristic over the resin of the epidermis layer of synthetic leather, 
and an adhesive property with the mold release layer formed on it can also be improved further. Therefore, a release 
paper can be exfoliated easily, without not spoiling a mold-release characteristic and the resin of an epidermis layer 
remaining to the concave heights of a release paper after manufacture of synthetic leather, even if it should produce 
a spot-omission etc. in a mold release layer while the detailed irregularity for carrying out the allocated type of the 
front face of a mat tone can be formed in the front face of a mold release layer at homogeneity. 
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[0016] Invention indicated to claim 3 is a release paper according to claim 1 or 2 characterized by said particles 
being a silica, a calcium carbonate, any one sort of particles of the talc, or a particle that mixed two or more sorts. 
[0017] In the operation effectiveness of invention indicated to said claims 1 or 2 by taking such a configuration, in 
addition, the particle of a silica, a calcium carbonate, and talc Since it is easy to obtain the particle shape and the 
particle diameter of a concave convex required for formation of a mat tone while all are excellent in thermal 
resistance The release paper which can form the front face of the mat tone which was excellent on the surface of 
synthetic leather can be manufactured easily, and the release paper can be used for repeat fitness, without the shape 
of toothing formed in the mold release layer front face on the heating conditions at the time of synthetic leather 
manufacture deteriorating. 

[0018] Invention indicated to claim 4 is synthetic leather manufactured using said release paper according to claim 
1 to 3. 

[0019] Since the epidermis layer of synthetic leather can be formed using effectively the engine performance of the 
release paper of invention indicated to said claim 1 thru/or either of 3 by taking such a configuration, synthetic 
leather equipped with the front face of the outstanding mat tone can be offered with sufficient productivity. 
[0020] 

[Embodiment of the Invention] Hereafter, the gestalt of operation of this invention is explained with reference to a 
drawing. Drawing 1 is the type section Fig. showing the configuration of one example of the release paper of this 
invention. The release paper 10 shown in drawin g 1 prepares and constitutes the mold release layer 3 which formed 
the mold-release characteristic smoothing layer 2 in one field (it sets to drawing and is an upper field) of the base 
material paper 1, was further formed on it by the coat of coating liquid which made mold-release characteristic resin 
distribute an inorganic and/or organic particle, and was formed so that surface arithmetic mean granularity (Ra) 
might be set to 0.5-15 micrometers. 

[0021] Since the smooth nature of the base material paper 1 can be raised by the mold-release characteristic 
smoothing layer 2 by taking such a configuration, arithmetic mean granularity (Ra) can form uniformly and easily 
the detailed irregularity used as 0.5-1.5 micrometers in the front face of the mold release layer 3 prepared on it. The 
detailed concave convex this arithmetic mean granularity (Ra) of whose is 0.5-1.5 micrometers is suitable for 
carrying out the allocated type of the irregularity of a mat tone to the epidermis layer of synthetic leather exactly. 
Therefore, synthetic leather equipped with the front face of the mat tone which was uniform and was excellent can 
be easily manufactured by manufacturing synthetic leather using this release paper 10. 

[0022] said base material paper 1 — except for paper besides papers, such as kraft paper, paper of fine quality, 
various coat paper, and cast coated paper, — plastic film, such as polyamides, such as polyester, such as 
polyethylene terephthalate and polyethylenenaphthalate, and various nylon, and polypropylene, a synthetic paper, a 
metallic foil, textile fabrics, a nonwoven fabric, etc. — it can be used — these — independence — or it can be used, 
carrying out a laminating suitably. It is desirable to use paper in respect of free and the manufacture fitness of 
synthetic leather, and the paper excellent in conditions and surface smooth nature is still more desirable. 
[0023] Therefore, although it is not shown in drawing when using an ingredient with comparatively rough front 
faces, such as kraft paper and paper of fine quality, for the base material paper 1, it is desirable to add and prepare 
the smooth disposition upper layer in the forming face of the mold-release characteristic smoothing layer 2 further 
to serve also as a filling layer. Especially limitation is not carried out, but such the smooth disposition upper layer 
can be applied and dried, and can form the liquid of the resin which the clay court layer used for the coat layer of 
paper is sufficient as, and was usually chosen suitably, or the liquid which made resin distribute an inorganic 
bulking agent etc. 

[0024] Moreover, although the above smooth disposition upper layers do not usually need since the front face is 
smooth when using said plastic film and metallic foil for the base material paper 1, the adhesive property of the 
mold-release characteristic smoothing layer 2 may be insufficient, and easy adhesiveness processings, priming 
coats, etc., such as corona discharge treatment and ozonization, can be given in that case. Especially limitation is 
not carried out but can set the thickness of the base material paper 1 as proper thickness in consideration of the 
ingredient to be used, its reinforcement, etc. 

[0025] Since the ununiformity was produced in the mold release layer 3 when smooth nature was not enough in 
addition even when the cast coated paper which prepares in order to raise the smooth nature of the base material 
paper 1 further fundamentally, as the mold-release characteristic smoothing layer 2 was explained also in advance, 
and is most excellent in the base material paper 1 in paper at smooth nature was used, and the direct mold release 
layer 3 was formed on it, it prepares. When the mold release layer 3 is formed by sufficient thickness on it, such a 
mold-release characteristic smoothing layer 2 is not required, and if especially a mold-release characteristic is resin 
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which smooth' nature can improve, it can be used for it, choosing suitably. As for free and the mold release layer 3, 
forming thinly is desirable as long as there is no trouble in formation of irregularity with a detailed front face, since 
drying will worsen if thickness is thickened. However, since defects, such as a spot-omission, may be produced 
when the mold release layer 3 is made thin and this is covered, it is desirable to make the mold-release 
characteristic smoothing layer 2 also have the mold release engine performance with the smoothing engine 
performance. 

[0026] Therefore, although not necessarily limited to especially the mold-release characteristic smoothing layer 2, 
the resin constituent which made the leveling agent add and contain except for an inorganic and/or organic particle 
from the resin constituent of the mold release layer 3 explained below can be used suitably. As resin used for such a 
mold-release characteristic smoothing layer 2 Although the thermosetting or ionizing-radiation hardenability 
(ultraviolet-rays or electron ray is irradiated and is usually stiffened) resin of melamine system resin, such as alkyd 
system resin, methylol melamine resin, and methoxy methylol melamine resin, silicone system resin, acrylic resin, 
etc. is mainly used polyolefine system resin, such as the poly methyl pentene, polypropylene, and polyethylene, etc. 
can be used, and independent in consideration of detachability with the resin of the epidermis layer of synthetic 
leather — or it can be used, mixing suitably. 

[0027] The leveling agent which such resin is made to contain needs not to check the adhesive property (henceforth 
a back adhesive property) of the mold release layer 3 formed on the mold-release characteristic smoothing layer 2 
with a leveling operation. Although a leveling operation is an operation to which flattening of the irregularity 
produced in a spreading side is usually carried out with time, the operation which prevents the Yuzu skin on the 
front face of a paint film, a wrinkling, a pinhole, a bubble, a depression, a crack, cratering, etc., and makes a front 
face flat is also included. As a leveling agent, the high polymer called an organic giant-molecule mold leveling 
agent besides silicone system resin, such as silicone oil and other silicone modified resin, can be used. For example, 
if silicone oil is added to coating liquid, while silicone oil will form an assembly and a kind of barrier layer in a 
paint film front face and evaporation of a solvent will become homogeneity by this, desirable effectiveness is 
acquired when surface tension declines. Since a back adhesive property falls only by free and silicone oil, it is 
desirable to use together an organic giant-molecule mold leveling agent and silicone oil, and to lessen the addition 
of silicone oil. 

[0028] It is desirable to select from that to which it dissolves in a resin solution, and the surface tension is lowered 
as an organic giant-molecule mold leveling agent, and a back adhesive property is not reduced, for example, it can 
use a polyvinyl butyral, the cellulose of low molecular weight, etc. preferably. The viscosity of coating liquid rises, 
the rise of the bubble by dynamic viscosity etc. is controlled by mixing of such a high polymer, and a front face can 
be made flat by it. Although a back adhesive property is inferior to the usual high polymer other than the above, 
internal hardening mold silicone resin, fluorine system copolymerization resin, etc. can be used. 
[0029] As internal hardening mold silicone resin, silicone acrylate is mentioned and, specifically, an acrylic silane 
and an methacrylic silane, acrylic silicone and methacrylic silicone, phenyl silicone acrylate, and meta-phenyl 
silicone acrylate are mentioned. Furthermore, acryloxypropylmethyldimethoxysilane and 
acryloxyprophyltrimethoxysilane are mentioned in an acrylic silane and, specifically, meta- 
acryloxypropylmethyldimethoxysilane, meta-acryloxyprophyltrimethoxysilane, etc. are mentioned by the 
methacrylic silane. 

[0030] Moreover, as an organic giant-molecule mold leveling agent, although the so-called surfactant etc. can also 
be used, it has the operation to which this lowers surface tension, and the solvent to be used is limited, for example, 
coating in drainage systems, such as an alcoholic system or an emulsion, is needed. When using other organic 
solvent systems, as an organic giant-molecule mold leveling agent, "challis NUSHIRIZU" (a trade name, Nissin 
Chemical Industry Co., Ltd. make) etc. can be used that what is necessary is just to use said high polymer, silicone 
denaturation copolymerization resin, fluorine system copolymerization resin, etc. Moreover, the cellulose of low 
molecular weight etc. can use preferably "TAREN", "FUROREN", the "poly flow" (all are trade name and **** 
fats-and-oils chemical-industry incorporated company make), etc. which are an organic copolymer. The good result 
is obtained also by such an organic giant-molecule mold leveling agent's using two or more sorts together, for 
example, adding internal hardening mold silicone in addition to the cellulose of low molecular weight. An organic 
giant-molecule mold leveling agent has the desirable addition of 0.01 - 3 weight section extent to the resin 100 
weight section of a mold-release characteristic smoothing layer. Since a back adhesive property will fall if the 
leveling effectiveness is not acquired but 3 weight sections are exceeded when an addition is under the 0.01 weight 
section, it is not desirable. 

[0031] Next, the mold release layer 3 adds an inorganic and/or organic particle to mold-release characteristic resin, 
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produces coating liquid, and coats and forms this on said mold-release characteristic smoothing layer 2. Although 
, the thermosetting or ionizing-radiation hardenability resin of melamine system resin, such as alkyd system resin 
mentioned in said mold-release characteristic smoothing layer 2, methylol melamine resin, and methoxy methylol 
melamine resin, silicone system resin, acrylic resin, etc. is mainly used as mold-release characteristic resin used for 
the mold release layer 3, polyolefine system resin, such as the poly methyl pentene, polypropylene, and 
polyethylene, etc. can be used. In consideration of a mold-release characteristic with the resin of the epidermis layer 
of synthetic leather, these resin can choose a kind suitably, or two or more sorts can be mixed and used for it. 
[0032] As an inorganic and/or organic particle added to the above-mentioned mold-release characteristic resin, by 
the inorganic particle, particles, such as a silica, a calcium carbonate, talc, a kaolin, clay, titanium oxide, a zinc 
oxide, an alumina, a magnesium hydroxide, and an aluminum hydroxide, are mentioned, and particles, such as 
melamine resin, Nylon, polystyrene, polypropylene, a fluororesin, and acrylic resin, are mentioned by the organic 
particle. These particles can choose any one sort, or can mix and use two or more sorts. Since such a particle is used 
under high temperature in case a release paper is manufacture of synthetic leather, it is desirable to have thermal 
resistance, its particle inorganic from this point is desirable, and a silica, a calcium carbonate, and especially its talc 
are desirable especially. 

[0033] Although especially limitation is not carried out, in order to form the arithmetic mean granularity (Ra) of a 
mold release layer front face in 0.5-15 micrometers, as for the particle diameter of such a particle, it is desirable that 
it is about 0.5-5 micrometers in mean particle diameter. The addition of such an inorganic and/or organic particle 
has 10 - 85% of the weight of the desirable range of the solid content of the resin constituent of a mold release 
layer. When less than 10% of the weight of a case cannot set arithmetic mean granularity (Ra) of a mold release 
layer front face to 0.5-15 micrometers and the content of an inorganic and/or organic particle exceeds 85 % of the 
weight, while the spreading fitness of coating liquid is spoiled and formation of a uniform paint film becomes 
difficult, since paint film reinforcement also falls, it is not desirable. 

[0034] The mold release layer 3 makes a solvent dissolve or distribute a particle the above mold-release 
characteristic resin, inorganic, and/or organic. Or make it fully distribute and coating liquid is produced, 
furthermore, the need — responding — additives, such as a dispersant, a viscosity modifier, a coloring agent, and an 
antistatic agent, — suitably ~ adding — the dissolution — A roll coat, a reverse roll coat, a microburr coat, a bar coat, 
Using well-known coating means, such as a knife coat and a gravure coat, apply on said mold-release characteristic 
smoothing layer 2, use required desiccation and hardening means (heating, UV irradiation, electron beam 
irradiation, etc.), and by making it dry and harden It can form so that surface arithmetic mean granularity (Ra) may 
be set to 0.5-15 micrometers. 

[0035] In addition, as long as it can form surface arithmetic mean granularity (Ra) in 0.5-15 micrometers, it may be 
thin, and the thickness of the mold release layer 3 is 1.0 - 20 g/m2 at the coverage at the time of desiccation. 
Considering as the range is desirable. Coverage is lg/m2. When it is the following, uniform paint film formation is 
difficult, and since the front face of a uniform mat tone cannot be formed but a mold-release characteristic may also 
be worsened, it is not desirable. Coverage is 20 g/m2. When exceeding, since the front face and mold-release 
characteristic of sufficient mat tone can already be acquired, the need does not exist and there are a fall and cost rise 
of working speed, such as a rate of drying, rather, it is not desirable. Moreover, when a mold release layer may be 
divided when there is comparatively much coverage, and you may form by the multilayer and it forms by the 
multilayer, crosswise curl can also be made small by adjusting the thickness of temperature conditions or each 
class. 

[0036] The approach of manufacturing synthetic leather using the above release papers can be manufactured using a 
well-known paste coating method (PVC leather) or dry process (PU leather). That is, after applying and carrying 
out stoving of the resin constituent for the epidermis layers of synthetic leather to the field by the side of the mold 
release layer of a release paper and making the coat of an epidermis layer form in it, the synthetic leather which has 
the front face of the mat tone which was excellent by removing a release paper after lamination, desiccation, and 
aging in the base fabric by using adhesives on it can be manufactured. 

[0037] The PVC paste with which the polyvinyl chloride was used as the principal component in the case of for 
example, the PVC leather, and the resin constituent for the epidermis layers of the above-mentioned synthetic 
leather added the plasticizer, the foaming agent, the stabilizer, the coloring agent, etc. suitably is used, when it is PU 
leather, a coloring agent and other additives are added to a polyurethane solution if needed, and the thing of about 
20 - 50 % of the weight of solid content is used. Well-known coating means, such as a knife coat, a roll coat, a 
reverse roll coat, and a gravure coat, can be used for the coating of such a resin constituent for epidermis layers. 
[0038] 
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[Example] An example and the example of a comparison are given to below, and this invention is explained to it 
still more concretely. 

[Example 1] It is U.S. tsubo 155 g/m2 as base material paper. Cast coated paper [the Oji Paper Co., Ltd. make] is 
used, and the coverage at the time pf desiccation is coating liquid for mold-release characteristic smoothing layers 
of the following presentation in the cast coat side 5g/m2 It applied by the roll coater so that it might become, and 
stoving was carried out on 160 degrees C and the conditions for 1 minute or more, and the mold-release 
characteristic smoothing layer was formed. 
[0039] 

(Presentation of the coating liquid for mold-release characteristic smoothing layers) 

** Melamine resin [MERAN 28 Hitachi Chemical Co., Ltd. make] 220 weight sections ** alkyd resin [FUTARU 
kid 133-60 Hitachi Chemical Co., Ltd. make] 100 weight sections ** acid catalyst (Para toluenesulfonic acid) 8.4 
weight sections ** leveling agent [an organic giant-molecule mold leveling agent and "SHARINU" Nissin 
Chemical Industry Co., Ltd. make] 0.3 weight sections ** solvent (toluene / n-butyl alcohol weight ratios 1/1) The 
980 weight sections [0040] Subsequently, the coverage at the time of desiccation is coating liquid for mold release 
layers of the following presentation on said mold-release characteristic smoothing layer 10 g/m2 It applied by the 
roll coater so that it might become, and stoving was carried out on 180 degrees C and the conditions for 1 minute or 
more, the mold release layer was formed, and the release paper of an example 1 was produced. 
(Presentation of the coating liquid for mold release layers) 

** Methylol-ized melamine resin 50 weight sections ** silicone modified alkyd resin A 50 weight sections ** acid 
catalyst (Para toluenesulfonic acid) An unsettled silica with a 4.2 weight sections ** inorganic particle [mean 
particle diameter of 2.5 micrometers, SAIRISHIA 430 ] made from Fuji SHIRISHIA A processing silica with a 10 
weight sections ** inorganic particle [mean particle diameter of 2.5 micrometers, SAISHIRIA 436 ] made from Fuji 
SHIRISHIA 10 weight section ** solvent (toluene / n-butyl alcohol weight ratios 1/1) Coating of the coating liquid 
for the 500 weight sections above-mentioned mold release layers did not have generating of crawling, either, and 
could be applied to homogeneity, and its adhesive property of the mold-release characteristic smoothing layer after 
heat hardening and a mold release layer was also good. Moreover, the arithmetic mean granularity (Ra) of the mold 
release layer front face of the release paper of the example 1 produced in this way was 1.2 micrometers. 
[0041] Two kinds of synthetic leather, a PVC leather and PU leather, was produced as follows using the release 
paper of the example 1 produced as mentioned above. 

On the mold release layer of the release paper of said example 1, PVC resin (molecular weight 1000) The 100 
weight sections, (Production of a PVC leather) Five weight sections and a stabilizer for 60 weight sections and a 
foaming agent The 2.5 weight sections, [ Plasticizer DOP ] The coverage at the time of desiccation is a PVC 
constituent (paste) for the epidermis layers of the synthetic leather which mixed and produced the coloring agent 
[Seika seven NET-5794 black Dainichiseika Colour & Chemicals Mfg. Co., Ltd. make] at a rate of 15 weight 
sections with the knife coat method 150 g/m2 Coating is carried out so that it may become. 190-200 degrees C, 
After carrying out stoving on the conditions for 2 minutes, the PVC leather which has the front face of the mat tone 
which exfoliation drag force could also exfoliate easily small and was excellent by removing a release paper after 
lamination, desiccation, and aging in the base fabric by using adhesives on it was able to be manufactured. 
[0042] On the mold release layer of the release paper of said example 1, polyurethane [Reza Min NE-881 1 
Dainichiseika Colour & Chemicals Mfg. Co., Ltd. make] The 100 weight sections, (Production of PU leather) A 
coloring agent [Seika seven NET-5794 black Dainichiseika Colour & Chemicals Mfg. Co., Ltd. make] 15 weight 
sections, The coverage at the time of desiccation is a polyurethane constituent (paste) for the epidermis layers of the 
synthetic leather which mixed toluene in 25 weight sections, mixed isopropyl alcohol (IP A) at a rate of 25 weight 
sections, and was produced with the knife coat method 150g/m2 Coating is carried out so that it may become. 100- 
120 degrees C, After carrying out stoving on the conditions for 2 minutes, PU leather which has the front face of the 
mat tone which exfoliation drag force could exfoliate easily small also in this case, and was excellent by removing a 
release paper after lamination, desiccation, and aging in the base fabric by using adhesives on it was able to be 
manufactured. Moreover, without the resin of an epidermis layer remaining in concave heights with a detailed mold 
release layer, each release paper after manufacture of said PVC leather and PU leather has exfoliated finely, and 
was able to manufacture each synthetic leather good three repeats or more like the 1st time. 

[0043] [Example 1 of a comparison] In manufacture of the release paper of an example 1, removed the mold-release 
characteristic smoothing layer, and the direct mold release layer was formed in the cast coat side of cast coated 
paper, and also [ all ] it was processed like the example 1, and the release paper of the example 1 of a comparison 
was produced. Moreover, although the PVC leather and PU leather were produced like the example 1 using this 
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release paper, all produced nonuniformity in the concave heights of the mold release layer of a release paper at the 
mat side of the front face of the synthetic leather remained and produced to the ununiformity, and the resin of an 
epidermis layer was not able to manufacture the synthetic leather of a good mat tone to them. 
[0044] 

[Effect of the Invention] As mentioned above, as explained in detail, according to this invention, it is the release 
paper which can form the front face of the mat tone which was excellent on the surface of synthetic leather. 
Uniform and detailed irregularity can be formed in the mold release stratification plane of a release paper by the 
coating method. And detachability with the resin of the epidermis layer of synthetic leather is good in the case of 
manufacture of synthetic leather. Without the resin of an epidermis layer remaining in concave heights with the 
detailed mold release layer front face of a release paper By being uniform, and being able to offer the release paper 
which can carry out repetitive manufacturing of the synthetic leather which has the front face of the outstanding mat 
tone with cheaply and sufficient productivity, and manufacturing synthetic leather using the release paper It is 
uniform and the effectiveness that the synthetic leather which has the front face of the outstanding mat tone can be 
offered with cheaply and sufficient productivity is done so. 

[Translation done.] 
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